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TruCut - Ensures Highest Quality Level Has Its Own In-House
Design & Development Facility Utilizing latest Software This
Provides Clear Vision of the Finished Products.

TruCut manufacturing Facility Includes 5 Axis / 4 Axis CNC
Grinding Machines and Full Range of Manual Grinding Shop
For Blanks Preperation, along Side the Expert Team to Ensure
Quality at Every Level.

New Updated CNC Grinders with Advance Software Allow
us to Design, Develop & Produce - Tools to Machine Exotic
& Super Alloys Materials Like — Hi Tensile Alloy Steel, High
Hardened Steel, Titanium, In-conel, Stainless Steel Etc.

AllTools are Inspected on Zoller CNCTool Inspection Machine
which Optimize & Control Quality to Precision Level for
Longer Tool Life.

Tue Ecoxomic Tives

AWARDED US
BEST BRAND IN
METAL CUTTING

K INDUSTRY

Ghasing
<

Helical Ball Ghasing for better
Strength & Shearing Action

Rigid Flute

Appropriate Designed Rack Angle
Determines the Size & Shape of Chip as

well Pressure and Temperature on Tool for
Advance Hi speed Productivity

TiSiN coat [ndustrymms

<

New TiSiN Coating Now has Higher

Hardness Properties Combined with RECOGNIZED US

Improved Toughness and smooth chip

flow for low Friction with Hardened TO p l 0

Material upto 62 HRC

CUTTING TOOLS

<

Untrafine Substract material used for _—

its Properties of Wear Resistance & an .

Toughness

Created by ZoomPDF



Solid Carbide End Mills

Series : 12258 [EIE

Ball End Mill - Standard Length

T*L‘] Tool Shank
| Diameter | Diameter
| B 1 4 2 50 05 2 12258-0100-M
v 15 4 4 50 0.75 2 12258-0150-M
3 2 4 - 50 1 2 12258-0200-M
‘ 25 4 B 50 125 2 12258-0250-M
ol B 3 3 : 50 15 2 12258-0300
1 4 4 B 50 2 2 12258-0400
1 - 5 13 50 25 2 12258-0500
| 5 5 12 50 3 2 12258-0600
| : B 16 60 3 2 12258-0800
1 10 10 20 75 5 2 12258-1000
J &= 12 12 2 75 § 2 122581200
N 16 16 ) 100 : 2 12258-1600
20 20 2 100 10 2 12258-2000
5 25 2 100 125 2 12258-2500
Series : 122LB / 122 ELB m
Ball End Mill - Long & Extra Long
-2 «;‘_ d d2 12 n
A o0 2 vera .
2 U|aTr{':3|ter Zh?*l'aeltr U:itlrl No of Flute
3 3 3 75 15 2 122180300
v 4 4 - 75 2 2 12218-0400
B - 10 75 25 2 122180500
; 5 5 12 75 3 2 122.8-0600
B H 16 75 4 2 122180800
4 4 B 100 2 2 122E1B-0400
B 5 10 100 25 2 122€18-0500
5 5 12 100 3 2 122£18-0600
: B 16 100 4 2 122£18-0800
Y - 10 10 20 100 B 2 122£LB-1000
g = T 12 12 24 100 5 2 1226181200

Series : 122XLB lﬂm

Ball End Mill - Extended Length

A X
| e Tool Shank
\ Diameter | Diameter
| . 5 12
| 16
n B 10 10 20
| 12 12 24
y @

™ YT
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Overall

Length

No of Flute
2 122X18-0600
2 122X18-0800
2 122X18-1000
2 122X18-1200

Created by ZoomPDF

HARD.:26
Series : 124SB W

Ball End Mill - Standard Length

Solid Carbide End Mills

QQeee

;’*LJ*T
‘ ¢ * Tool Shank -
’ J J" Diameter | Diameter C No of Flute
v 3 3 5 50 15 s 1245B-0300
4 4 8 50 2 4 12458-0400
- . 13 50 25 4 12458-0500
" 6 6 12 50 3 4 12458-0600
: : 16 60 4 4 1245B-0800
10 10 20 75 5 4 124581000
12 12 2% 75 5 4 12456-1200
16 16 2 100 [ 4 12458-1500
20 20 2 100 10 4 1245B-2000
S 25 25 2 100 125 4 12458-2500
Series : 12018  124£L8 X%
Ball End Mill - Long & Extra Long
_»L‘:-;K d1 d2 12 I
A 00 = 3
/’ y lu DI;I;‘;IIEI Diameter | of g No of Flute
3 3 3 : 75 15 4 12480300
x 4 4 8 75 2 4 12418-0400
3 : 10 75 25 4 124180500
- 5 5 12 75 3 4 12418-0600
B 8 16 75 4 4 12418-0800
4 4 p 100 2 4 124ELB-0400
5 . 10 100 25 4 124ELB-0500
5 5 12 100 3 4 124E1B-0600
8 g 16 100 4 4 124ELB-0800
Y =5 10 10 20 100 5 4 124ELB-1000
et B > 12 12 24 100 6 4 124ELB-1200

Series : 124x18 [EIEX

Ball End Mill - Extended Length

,*—‘" $ -
7 | % x
] |o Tool Shank ngth | Overall
Diameter | Diameter f Length No of Flute
X § § 2 150 3 4 124X18-0600
H 16 150 4 4 124X18-0800
" 10 10 2 150 5 4 124X18-1000
12 12 2% 150 & 4 124X18-1200
Created by ZoomPDF
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Solid Carbide End Mills

HARD @@ =
Series : 124SF ﬂﬂ

Flat End Mill - Std Length

Series : 124CRS W

Corner Radius End Mill - Std Length

N e d d2 12 n d1 d2 12 n
7vA ‘ Tool Shank Overall Radius | No of Flute n ngth | Overall No of Flute
Diameter | Diameter Length | . 2 Diameter : f Cu Length e 7
= 3 3 B 50 0.5 4 124CRS-0305 1 4 2 50 4 " 124SF-0100-M
3 3 8 0 10 4 124CRS-0310 15 4 4 50 4 124SF-0150-M
v 4 4 N 50 0.5 4 124CRS-0405 2 4 : 50 4 1245F-0200-M
4 4 n 50 10 4 124CRS-0410 25 4 3 50 4 124SF-0250-M
& - : 13 50 0.5 4 124CRS-0505 3 3 8 50 4 1245¢-0300
5 5 13 50 10 4 124CRS-0510 4 4 1 50 4 124SF-0400
5 5 16 50 05 4 124CRS-0605 5 : 13 50 4 1245¢-0500
, 6 6 16 50 1.0 4 124CRS-0610 6 ] 16 50 4 124SF-0600
g 8 20 75 10 4 124CRS-0810 B : 20 =) 4 1245F-0800
10 10 25 75 10 4 124CRS-1010 10 10 25 15 4 1245F-1000
vy &) 12 12 30 75 10 s 124CRS-1210 vy &) :: :é ﬁ ‘7;] : :gfs:}g
- A 12 12 30 75 20 4 124CRS-1220 e e
a g 20 20 40 100 3 1245F-2000
. m 2% 2% 0 100 3 1245F-2500
Series: 12?CR|J124.CREL Series : 124LF & ELF W
Corner Radius End Mill - Long & Extra Long Flat End Mill - Long & Extra Long
- _ie dl d2 12 I
‘upt Shank | Length | Overall I g5 | ng of Flute e 11 <|~k = o-»-n
Diameter Length : > A 'Y % SNBE » ele Radius | No of Flute
3 124CRL-0310 Diameter | Diameter C
- .
4 4 1 75 10 N 124CRL0410 ° : : : N - BRrE
Y 5 5 12 7% 10 4 124CRL-0510 4 4 n 75 4 124LF-0400
5 5 16 75 10 I 124CRL-0610 5 : 12 75 4 124LF-0500
- 8 8 20 75 1.0 4 124CRL-0810 § § 16 5 4 124LF-0600
2 2 g 20 75 4 124LF-0800
4 4 n 100 10 4 124CREL-0410 e
B - 12 100 10 4 124CREL-0510 ' f 4 " 100 4 124ELF-0400
S R N N S T =T S i e
10 10 %5 10 10 i 124CREL-1010 § § 6100 4 124ELF0600
y 12 12 0 100 1.0 s 124CREL-1210 | 8 8 2 100 4 124£LF0800
P 12 12 0 100 20 4 124CREL-1220 y 10 10 25 100 4 124ELF-1000
I 16 32 100 1.0 4  120CREL1610 Pt 12 12 0 100 4 124€LF-1200
16 16 32 100 20 4 124CREL-1620
Series: 124crxL IEIEK Series : 124XLF EXEE
Corner Radius End Mill - Extended Length Flat End Mill - Extended Length
_-.;»L* dl d2 12 n
A ) 5 Tﬂof:l Ak SI"a"« 0'-'5:3“1 Radius No of Flute dl d2 12 n
Diameter | Diameter Length Tool Shank Overall " )
o § § 16 150 10 4 124CRXL-0610 Diameter | Diameter Length o of Flute
8 8 2 150 10 4 124CRXL-0810 3 R 16 150 4 124XLF-0600
10 10 25 150 10 4 124CRXL-1010 : e 2 L - 120010000
. 10 10 25 150 4 124XLF-1000
12 12 30 150 10 4 124CRXL-1210
12 12 30 150 4 124XLF-1200
12 12 0 150 20 4 124CRXL-1220
16 16 2 150 10 4 124CRXL-1610
16 16 2 150 20 4 124CRXL-1620
v ! CTOUTCO Wy Lu\)mPDF A 2 _j CI'OCItCCl by ZoomPDF
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Solid Carbide End Mills

Solid Carbide End Mills

—— HARDLwe

s 00000

HARD.:@
Series : 11218 [EEEK

Ball End Mill - Long Length

a1
Lo e e o
T A dl d2 12 n
2 Nua
2
: 10 40 2 750 0.50 2 112LB-0100
Tool Shank Overall Radi No of Flute
Diameter | Diameter engthl] | e 15 40 3 B0 075 2 112180150
04 40 0.80 50.0 0.20 2 1125B-0040 20 40 4 750 1.00 2 112L8-0200
- 0.5 40 1.00 50.0 0.25 2 1125B-0050 " 25 40 5 750 125 2 11218-0250
0.6 40 120 50.0 0.30 2 1125B-0060 30 40 6 750 1.50 2 112L8-0300
0.7 40 140 50.0 0.35 2 1125B-0070 40 40 8 750 200 2 112L8-0400
08 40 1.60 50.0 040 2 11258-0080 ' 50 6.0 10 75.0 250 2 112L8-0500
34 08 40 180 500 045 2 11258-0090 . 60 60 12 0 3o 2 1250500
\
\d B
i ;g
- E
Application : . W ' — P : .
» Series : 112ELB >
® Hi-Tensile Steel upto 62 HRC Ball End Mill - Extra Long ‘
® Hi-Speed Machining N
® Specially Designed for Die and Mould e
Machining 2 dl d2 12 n
Tool Shank
e Diameter | Diameter
7 7 20 40 < 100.0 1.00 2 112EL8-0200 7
Series: 112SB W ) ] 30 40 B 1000 150 2 112€18-0300
Ball End Mill - Standard Length o I MR __IN - TS
n 50 6.0 10 100.0 250 2 112ELB-0500
6.0 6.0 12 100.0 3.00 2 112ELB-0600
o 80 80 16 100.0 400 2 112ELB-0800
7 I | Overall 10.0 10.0 20 100.0 5.00 2 112ELB-1000
Diameter | Diameter Length 3 -
= 10 40 9 50.0 050 5 112580100 120 120 24 100.0 6.00 2 112ELB-1200
1.5 40 3 50.0 0.75 2 1125B-0150 Y -
20 40 4 50.0 1.00 2 11258-0200 I a2 ' N "y
25 40 5§ 500 125 2 112580250 Series : 112XLB @
n 30 40 5 00 1% 2 11258:0300 Ball End Mill - Extended Length
40 40 8 50.0 200 2 1125B8-0400 a
5.0 6.0 10 50.0 250 2 11258-0500 v v
— —— Overal
60 6.0 12 500 3.00 - 11256-0600 . Diameter | Diameter Length
) 8.0 8.0 16 60.0 4.00 2 1125B8-0800 6.0 6.0 12 150.0 3.00 2 112XLB-0600
Yy & 100 100 20 750 5.00 2 11258-1000 8.0 8.0 16 150.0 400 2 ] 112X18-0800
=i 120 120 24 150 600 2 11258-1200 100 100 o . 2 112X18-1000
® Hi-Tensile Steel upto 62 HRC Application :
. HI‘SPEEd Mad“ﬂllg ® Hi-Tensile Steel 3 = s
; 2 - ” - upto 62 HRC  ® Hi-Speed Machining
< Specxally[]esngne.d.for[]m Created by ZoomPDF i ® Specially Designed for Die and MouldMad@ijCClth by ZoomPDF
and Mould Machining s
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Solid Carbide End Mills = HARDZ@(,@@ HAR Solid Carbide End Mills
Series : 112SF l@ﬁ (. ) ( ) ; ) ( ] = Series : 114LF & 114ELF ﬂm
Fleartlgrsld Mill - Micro @ @ @ @ F;?:;d Mill - Long & Extra Long

1 a2 R===1) S5 By
Tool Shank Overall " . A |
Diameter | Diameter Length Yo of Flute Tool Shan
04 40 080 50 020 2 11250040 2 Date | Dasate No of Flute
05 40 100 500 025 2 1125F-0050 60 50 16 75.0 4 114LF-0600
06 40 120 50.0 030 2 112SF-0060 8.0 80 20 100.0 4 114LF-0800
07 40 14 50 03 2 ~ 1125F0070 100 100 2% 1000 4 114LF-1000
08 40 1680 500 040 2 11250080 . 120 120 0 1000 4 114LF-1200
03 40 180 500 045 2 1125F-0090
6.0 60 16 1000 4 114ELF-0600
8.0 80 20 1500 4 114ELF-0800
100 100 2% 1500 4 114ELF-1000
X | ——JI 120 120 0 1500 4 114ELF1200
. ) . .
Application :
® Hi-Tensile Steel upto 62 HRC
® Hi-Speed Machining
® Specially Designed for Die and
Mould Machining
Series : 114SF X / \\ 4 Series : 1165F & 116LF [EIE% —
~ Flat End Mill - Standard Length Corner Radius - Std & Long Length —
| d1 e dl d2 12 n
o d] d2 12 1 T Tool | Shank Overal No of Flut
— Tool Shank Overall 4 - : ; Diameter | Diameter | of Cut | Length e
A : o e Radius o of Flute :
Diameter | Diameter Length 2 5.0 5.0 16 50.0 3 1165F-0600
- 1.0 40 3 50.0 4 114SF-0100 8.0 8.0 20 50.0 6 116SF-0800
15 4 4 S 4 N&HIR 100 100 % 750 5 1165F-1000
" S8 5 S ... A 20 120 W 750 6 116SFI200
25 40 8 500 4 1145F0250 n 160 160 0 1000 3 1165F-1600
" 30 40 8 50.0 4 1145F-0300
40 40 n 50.0 4 114SF-0400 ! 6.0 6.0 25 65.0 6 ) 116LF0600
50 80 3 500 4 114SF0500 8.0 8.0 0 70.0 6 116LF-0800
o = = ~r z T 100 100 3 75.0 5 116LF-1000
T T - — - . 'V 120 120 50 1000 5 116LF-1200
L O 160 160 50 1000 6 116LF-1600
v 100 100 25 750 4 1145F-1000 +—te
i —— 120 120 0 750 4 11451200 Application :
160 160 0 1000 4 11451600 T—
20 200 45 1000 4 1145F-2000 T Sl st B3,
® Hi-Speed Machining
Created by ZoomPDF e Specially Designed for Die and
Mould Machining Created by ZoomPDF
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Solid Carbide End Mills = HARDL:.2@ HARDL @ = Solid Carbide End Mills

e s OO0 " 000600

0 I d1 I
C T - :{ - -
30 30 3 50.0 0.20 2 112CRS-0302 Tool Shank | Length | Overall
30 30 6 500 050 2 " 112CRS-0305 ‘ 12 s Diameter | Diameter | of Cut Length
40 40 2 500 020 2 112CRS-0402 10 40 15 500 6 2 112FRN-0106
5.0 50 10 500 050 2 112CRS-0505 :
5.0 50 10 50.0 1.00 2 112CRS-0510 10 4 15 0 10 2 ~ TI2FRN-0T10
6.0 6.0 12 %00 050 : 112CRS-0605 n 15 40 20 50.0 8 2 112FAN-1508
6.0 5.0 12 500 100 2 112CRS-0610 '
50 50 12 00 150 3 112CRS.0615 15 40 20 500 12 2 ~ 1126N-1512
8.0 8.0 16 800 050 2 112CRS-0805 15 40 20 500 16 2 112FAN-1516
8.0 8.0 16 800 100 2 112CRS-0810
80 80 15 600 150 2 1120RS-0815 N : R
100 100 20 750 100 2 112CRS-1010 20 40 30 500 8 2 112FRN-0208
100 100 20 750 200 2 112CRS-1020 - ‘ ' ' ' :
Application : 120 120 2% 750 1.00 2 112CRS-1210 « 20 40 30 %00 12 - 112FRN-0212
120 120 24 75.0 1.50 2 112CRS-1215 20 40 30 50.0 16 2 112FRN-0216
:Tonsi 120 120 2% 750 200 2 112CRS-1220 ion :
f :‘i;":: Steel upto 62 HRC Application : 20 40 a0 500 2 ) 112FAN-0220
g eed Machin :
STl Do o 1 ® Hi-Tensil Steel upto 62 HAC 25 40 40 500 8 2 12mN2S08
Mould Machining ® Hi-Speed Machining 25 40 40 500 12 2 112FN-2512
T Rageed 6 The h Rats 25 40 0 00 16 2 112FRN-2516
Machining
— 25 40 40 500 20 2 112FRN-2520
“Series : 114CRS W 30 60 45 80 10 2 112FRAN-G310
~ Corner Radius - Standard Length 1 60 45 @1 16 2 112MNI6
R —— 30 60 45 600 20 2 112FRN-0320
40 60 60 600 10 2 N2RN4I0
dl | Rr k - . 40 60 60 600 16 2 112FRN-0416
Diametar | Diameter ' 40 60 60 600 20 2 112FAN-0420
6.0 60 12 500 050 4 114CRS-0605 50 60 80 600 16 2 112FAN-0516
6.0 5.0 12 500 100 4 114CRS-0610 50 60 80 600 25 2 112FRN-0525
5.0 60 12 500 150 4 114CRS-0615
8.0 8.0 16 800 050 4 114CRS-0805
8.0 80 16 800 100 4 114CRS-0810
8.0 8.0 16 800 150 4 114CRS-0815
100 100 20 750 100 3 114CRS-1010
100 100 20 50 150 4 114CRS-1015
1 100 100 20 750 200 4 114CRS-1020
y 120 120 2% 750 100 4 114CRS-1210
M Er 120 120 2% 750 150 4 114CRS-1215
Application : 120 120 24 750 200 n 114CRS-1220

® Hi-Tensile Steel upto 62 HRC
® Hi-Speed Machining
® Specially Designed for Die and
Mould Machining Created by ZoomPDF
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HARDL:w%e Solid Carbide End Mills
Series : 132SB w

Ball Taper Neck
d
= >He Tool Shank | Length | Overall Neck Taper .
dl d2 12 n 13 Ia Diameter | Diameter | of Cut | Length Angle
- _Toal Length | Overall No of Flut : 30 60 6 700 1.50 30 13258-0330
A Diameter | Diameter | of Cut | Length | Length . g 0 60 5 200 150 13 132580313 :
= 10 40 15 50.0 § 2 112BAN-0106 T - - ~ry— TR
RS Ca—"LS L U c e L 40 6.0 8 00 200 13 13258-0413
10 40 1.5 500 10 2 __T12BAN-0110 " 50 80 10 00 250 30 13258-0530
15 40 20 500 < 2 112BRN-1508 50 80 10 1100 250 13 132580513
" 1.5 40 20 00 12 2 112BAN-1512 T 6.0 8.0 12 0.0 300 30 132580630
1.5 40 20 00 16 2 112BRAN-1516 60 80 12 1100 300 13 132580613
20 4.0 30 50.0 2 112BAN-0206 8.0 100 " 1000 400 30 13258-0830
20 40 30 s00 8 2 112BAN-0208 L 5 8.0 100 4 1200 400 13 13258-0813
20 40 30 0.0 10 2 112BAN-0210 gt 100 120 18 100 500 30 13258-1030
\ 4 g .
— 20 40 30 500 12 2 112BAN-0212 Application : 100 120 18 100 500 13 13258-1013
>Hate 20 40 30 50.0 16 2 112BAN-0216 s 128 - - T 28 12258.1230
= e =~ = = - e ® Hi-Tensile Steel upto 62 HRC - : : :
Application : - - : N0220 * Hi-Speed Machining 120 16.0 2 160.0 6.00 13 13258-1213
7 25 40 40 50.0 8 2 112BRN-2508 7 * Specially Designed for Die
® Hi-Tensile Steel upto 62 HRC 25 40 40 500 12 2 1128AN-2512 and Mould Machining
® liSpeed g‘ad"":‘-‘f = 25 40 40 500 16 2 1128RN-2516
® Specially Designed for Die an — ——
o A 25 40 40 00 2 2 1128RN-2520
. i 62 HRC & : /' — =
30 6.0 45 600 10 2 112BRN-0310 Series : 132CR
30 60 45 600 16 2 1128RN-0316 Corner Radius - Taper Neck \ N/ —
30 6.0 45 60.0 20 2 112BAN-0320 =
40 6.0 6.0 60.0 10 2 112BAN-0410
- - - = R— ER— = . d
40 6.0 60 60.0 16 2 112BRN-0416 >He
- - - — - - - - 'y Tool Shank | Length | Overall
40 6.0 6.0 60.0 20 2 112BRN-0420 Itz Diameter | Diameter | of Cut | Length
50 5.0 80 60.0 16 2 112BRN-0516 - 30 6.0 5 700 030 30  132CR0330
50 60 80 600 25 2 1128AN-0525 i i It B L
40 6.0 : 00 030 30 132CR-0430
40 6.0 B 00 03 13 132CR-0413
" 50 8.0 10 00 050 30 132CR-0530
50 80 10 100 050 13 132CR-0513
™ 6.0 8.0 12 00 050 30 132CR-0630
6.0 8.0 12 100 050 13 132CR-0613
8.0 100 " 100 050 30 132CR-0830
Al 8.0 100 " 1200 050 13 132CR-0813
at 100 120 18 100 050 30 132CR-1030
Application : 100 120 18 1300 100 13 13XRI013
o HiTensie Steel upto 62 HRC 120 16.0 2 1400  1.00 30 132CR-1230
e Hi-Speed Machining 120 160 2 1600 100 13 13281213
® Specially Designed for Die
Created by ZoomPDF and Mould Machining Created by ZoomPDF
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Solid Carbide End Mills ,, , HARDL:@é CUTTING SPEED & FEED

Series : 122TEM Series: 114SF/124SF
Taper End Mills Steals 50HRC Steels 50HRC
- Rpm Feed/Tooth Rpm Feed/Tooth
10 11040-13800 0.006-0.008 8540-10675 0.006-0.008 5451-8064 0.006-0.009
15 10368-12960 0.008-0.011 7920-9900 0.008-0.011 §144-7680 0.008-0.011
o, L a2 == 20 9093-11356 0.008:0.012 7864-9830 0.008-0.011 55306912 0.0100.013
A 'ha'?t:all:x UEG?JIL' tﬁ'ngﬁl{ '[:re":u: No of Flute 30 1373-9216 00130018 5664-8580 0.012-0.016 4792-5990 0.011-0.016
- 20 " so —m - e 40 5672-8340 0.017-0.024 5096-7620 0.016-0.022 4301-5376 0.014-0.020
2 : : : : 50 5144-7680 0.018-0.028 5616-7020 0.018-0.025 41385172 0.0150.021
L)
30 60 0 B0 1 2 122TEM-0306-1.3 5.0 5952-7440 0.021-0.030 5664-7080 0.0180.027 3744-4680 0.017-0.025
40 80 40 78.0 1°30° 2 122TEM-0408-1.3 8.0 5400-4320 0.037-0.052 2765-3456 0.049-0.069 1744-2220 0.044-0.064
50 80 4 80 1°%0 2 122TEM-0508-1.3 100 2784-3480 0.084-0.121 1440-1800 0.088-0.125 1056-1320 0.060-0.085
" 25 80 Q0 780 20 2 122TEM-2508-2 120 2352-2840 0.071-0.102 979-1224 0.072-0.103 756-948 0.047-0.065
¢ - ~ = = = s 16.0 1344-1680 0.0750.107 543-804 0.078-0.120 470-588 0.061-0.085
) . o0 “ — - ) ‘ 082 200 883-1104 0.1050.149 422528 0.084-0.119 298-372 0.068-0.095
' ' 22TEM- 25.0 748936 0.080-0.128 365456 0.076:0.108 269-336 0.0750.107
20 80 40 78.0 3° 2 122TEM-0208-3
25 80 40 78.0 3° 2 122TEM-2508-3 Series: TT4LF&114ELF / 124LF & 124ELF
X 3% 80 4o w0 ¥ 2 122TEM-03083 PPy Steels 30HRe ~ Steels 30-35HRe Steels 40 - 45HRc 45 - 65HRe
e 30 100 50 920 3° 2 122TEM-0310-3 i ’ e — » = T | e
3 35 80 4 8.0 ¥ 2 122TEM-3508-3 . 0.026-0.036 0.022-0.031 0.018-0.027
Application : 35 100 50 920 3° 2 122TEM-3510-3 8.0 0.067-0.083 | 1800-2250 |0.067-0.083 | 1600-2000 | 0.060-0.075 | 1000-1250 | 0.052-0.065
e Designed for Aluminium 40 100 50 20 3° 2 122TEM-0410:3 100 |1520-1900 |0.100-0.125 | 1200-1500 |0.100-0.125 |1000-1250 |0.088-0.110 |800-1000 |0.090-0.113 | 640800 |0.063-0.078
Extrusion Dia Mockiing T 08 - 00 3 ? T22TEN45103 120 |1280-1600 |0.113-0.145 | 1080-1350 |0.111-0.138 |1000-1250 |0.096-0.120 | 800-1000 |0.100-0.125 | 430600 | 0.075-0.094
20 100 40 830 5° 2 122TEM-0210:5
25 8.0 0 78.0 5° 2 122TEM-2508-5
25 100 4 ®0 & 2 122TEM-25105 Cutter Diameter Eais R SA e
a0 100 40 83.0 50 2 122TEM-0310:5 e pellienth L pelllse e el
: - 0805 5152-6440 0.046-0.065 3942-4928 0.040-0.057 2061-2576 0.029-0.041
0 120 9 20 § 2 122TEM- 03126 0610 §025-7406 0.0460.065 45345667 0.0400.057 2370-2962 0.0290.041
35 120 40 92.0 5° 2 122TEM-3512-5 0615 5182-7728 0.046-0.065 47315914 0.040-0.057 2473-3091 0.029-0.041
40 100 0 830 5° 2 122TEM-0410:5 0805 3875-4844 0.069-0.098 2397-20% 0.0560.079 17252156 0.037-0.053
40 120 40 920 5° 2 122TEM-0412-5 0810 4457-5571 0.063-0.098 2757-3445 0.056-0.079 1984-2480 0.037-0.083
e = = — = - e 0815 4650-5813 0.069-0.098 2876-3595 0.0560.079 2070-2587 0.037-0.053
. 1010 2833-3541 0.088-0.127 1613-2016 0.060-0.086 850-1063 0.062-0.088
50 120 0 __ 20 S 2 122TEM-0512:5 1015 2057-36% 0.0890.127 17202150 0.060-0.086 887-1109 0.062-0.088
50 140 EY 104.0 5° 2 122TEM-0514-5 1020 3203-4004 0.089-0.127 18642330 0.050-0.086 861-1201 0.062-0.088
50 160 80 130.0 5° 2 122TEM-05165 1210 2396-2095 0.1080.156 11341417 0.0760.108 570-837 0.071-0.102
50 0 © 1040 5 > 127TEM-0B145 1215 2500-3125 0.1080.156 1182-1478 0.0760.108 599-874 0.071-0.102
a8 - - — - - ——p—y- 1220 2708-3385 0.1080.156 1282-1602 0.0760.108 757046 0.071-0.102
Series: 112BRN&112FRN Series: 132SB & 132CR
Cutter Steels 45-52HRc Steels 52-62HRc Cutter Steels 45-52HRc Steels 52-62HRc
Dismeter  Rpm  FeedTooth  Rpm  Feed/Tooth Dismeter  Rpm  FeedTooth  Rpm  Feed/Tooth
1.0 | 7040-8800 | 0.010-0.014 | 63367920 | 0.010-0.014 30 |5760-7200 | 0.018-0.025 | 5184-6480 | 0.018-0.026
15 | 55206900 | 0.010-0.013 | 39604950 | 0.012-0.017 40 | 5760-7200 | 0.018-0.026 | 5184-6480 | 0.018-0.026
20 | 4480-5600 |0.025-0.037 | 4032-5040 | 0.026-0.037 50 | 79879984 | 0.0450.064 | 5632-7040 | 0.038-0.054
25 | 38404800 |0.031-0.044 | 34564320 | 0.031-0.043 5.0 | 77829728 | 0.043-0.062 | 5120-6400 | 0.039-0.055
30 | 57607200 | 0.018-0.026 | 51846480 | 0.018-0.026 80 | 40965120 | 0.1050.150 | 2560-3200 | 0.091-0.130
40 | 57607200 | 0.018-0.026 | 5184-6480 | 0.018-0.026 100 | 20482560 | 0.158-0.225 | 1638-2048 | 0.109-0.156
50 | 79870984 | 0.0450.064 | 56327040 | 0.038-0.054 120 | 18002250 | 0.1750.250 | 1584-1980 | 0.118-0.170
Crouted by ZoomPDF Formula for Feed Rate Calculation: Feed/mm/ Min = Rpm X No.of Tooth X Feed/Tooth Creoted by ZoomPDF
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CUTTING SPEED & FEED HARD e HARDL: e CUTTING SPEED & FEED

es: 112CRS

50966370 0.048.0.069 38424802 0430, 28403675 0.0230.0%3 Cutti ng Conditions:
0305 5086-6370 0.054-0.077 38424802 0.054-0.076 2940-3675 00230033
0402 49006125 0.056-0.080 36464557 0.040-0.056 2666-3332 0.0260.037
0405 49006125 0.056-0.080 36454557 0.0400.057 2666-3332 00250037
0605 4508-5635 0.091-0.130 34504312 0.0800.114 1803-2254 0.057-0.082 Rodial Step Over Axial Depth
0610 5184-6480 0.091-0.130 3967-4959 0.0800.114 20742592 0.057-0.082 ﬁ e
0615 54106762 0.091-0.130 41395174 0.0800.114 21642705 00570082 |
0805 33914239 0.138:0.197 20082622 0.1110.158 1510-1887 00750107 |
0810 39004875 0.1380.187 2412-3015 0.1110.15 17362170 0.0750.105 | “
0815 4069-5035 0.1380.197 25173146 0.1110.158 1811-2264 00750.105
1010 2479-099 0.177-0.252 1442-1803 0.1200.172 744930 0123017 | prpedodlo :ﬁ - ;&*ﬂfoft ool e
1015 2587-3234 0.178:0.254 15061882 0.1200.172 776970 01230176 e Axi - fameter.
1020 2803-3504 0.1780.254 1630-2038 0.1200.172 841-1051 0123017 | O e e
1210 2007-2621 02180311 992-1240 0.187-0.281 586733 01430204 | R i
1215 21872734 02180311 10351294 01510216 511764 01430204 | A
1220 2370-2082 0.2180.311 11211401 0.151-0.216 662-828 0.1430204 | je—2—> nE
Series: 112SB & 112LB / 124SB & 124LB IR.
Rd =@6mm to 1 -1.00 [ =0.
SR Steels 3040HRe Steels 40-50HRe Steels 50.60HRe o :‘,-?.353
Rpm FeedTooth Rpm Feed/Tooth Rpm Feed/Tooth
10 2000040000 | 0.020-0.024 2000040000 | 0.016-0.020 2000040000 | 0.0120.016
- 20008988 S55ams S04 Mt ese S50 0104 Formula for Feed Rate Calculation: Feed/mm/ Min = Rpm X No.of Tooth X Feed/Tooth
20 2000038100 | 0.040-0.048 2000038100 | 0.032-0.040 1940028900 | 0.0240.032
30 1610025400 | 0.060-0.072 1930025400 | 0.048-0.060 1290019300 | 0.0360.048
40 1210019100 | 0.080-0.08 1450019100 | 0.064-0.080 9700-14500 0.048-0.064
50 9600-15300 0.100-0.120 11600-15300 | 0.080-0.100 7800-11600 0.060-0.080
50 8000-12700 0.120-0.144 970012700 00960120 6500-9500 0.0720.08
80 6000-9500 0.160-0.182 7200-9500 0.128-0.160 49007200 00959128
100 4800-7600 0.200-0.240 5800-7600 0.160-0.200 3800-5800 0.1200.160
120 40005400 0.240-0.288 48006400 0.192-0.240 32004800 01440192
160 35005700 0.280-0.300 35005700 0.220-0.260 30004200 0.160-0.220
Series: 112ELB & 112XLB / 124ELB & 124XLB
Cutter Steels 30-40HRc Steels 40-50HRc Steels 50-60HRc
Diameter Rpm FeedTooth Rpm Feed/Tooth Rpm Feed/Tooth
10 2000040000 | 0.020-0.024 2000040000 | 0.016-0.020 2000040000 | 00120016
15 2000040000 | 0.030-0.036 2000040000 | 0.024-0.030 2000038500 | 0.018-0.024
20 2000038100 | 0.040-0.048 2000038100 | 0.032-0.040 1940028900 | 0.0240.032
30 1610025400 | 0.0600.072 1930025400 | 0.048-0.060 1290019300 | 0.0360.048
40 1210019100 | 0.080-0.08 1450019100 | 0.064-0.080 9700-14500 0.048.0.054
50 9600-15300 0.100-0.120 11600-15300 | 0.080-0.100 7800-11600 0.060-0.080
60 8000-12700 0.120-0.144 970012700 0060120 6500-9500 0.072-0.08
80 §000-9500 0.160-0.182 7200-9500 0.128-0.160 48007200 00850128
100 4800-7600 0.200-0.240 5800-7600 0.160-0.200 3900-5800 0.1200.160
120 40005400 0.240-0.288 48006400 0.192:0.240 32004800 0.1440.192
160 35005700 0.280-0.300 35005700 0.220-0.260 30004200 0.160-0.220
Formula for Feed Rate Calculation: Feed/mm/ Min = Rpm X No.of Tooth X FeedToothC recited by ZoomPDF Created by Zo00MmPDF
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